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EP 1 832 407 B1
Description

BACKGROUND OF THE INVENTION

1. Field of the Invention

[0001] The present invention relates to a kneading extruder, which is suitably applicable to a plasticization kneading
extruder for plastic material, like the one described in US 2005/013192.

2. Description of the Related Art

[0002] One example of a plasticization kneading extruder for plastic material of related art is shown in Fig. 14. Twin
screws 2 are provided in a cylinder 1 capable of heating and cooling. The screws 2 are coupled with a decelerator 4
and driven in the same rotating direction by a motor 3 coupled to the decelerator 4. The twin screws 2 are engaged with
each other. The cylinder 1 has a feed port 5, a first vent 6a and a discharge port 7, which are placed in the order from
the upstream of the cylinder 1. The screws 2 are configured by a solid transporting portion 8, a plasticization kneading
portion 9 (a first kneading portion) and a molten material transporting portion 10 in the order from the upstream.
[0003] Figs. 15A and 15B show another example of a plasticization kneading extruder for plastic material of related art.
[0004] Inthis case, twin screws 2 are provided in a cylinder 1 capable of heating and cooling. The screws 2 are coupled
with a decelerator 4 and driven in the same rotating direction by a motor 3 coupled to the decelerator 4. The twin screws
2 are engaged with each other. The cylinder 1 has a feed port 5, first vent 6a, a side feeder 11, a second vent 6b and
a discharge port 7, which are placed in the order from the upstream of the cylinder. The screws 2 are configured by a
solid transporting portion 8, a plasticization kneading portion 9 (a first kneading portion), a first molten material transporting
portion 10a, a molten kneading dispersion portion 12 (a second kneading portion) and a second molten material trans-
porting portion 10b. A side feeder 13 is placed in the side feeder 11. The side feeder 13 is configured by a side feeder
cylinder 14, a side feeder screw 15, a side feeder motor 16 and a side feeder decelerator 17. Two of the side feeder
screws 15 are provided in the side feeder cylinder 14 to be able to generate the cooling. The side feeder screws 15 are
coupled with the side feeder decelerator 17 and driven in the same rotating direction by the side feeder motor 16 coupled
to the side feeder decelerator 17. The twin side feeder screws 15 are engaged with each other. The side feeder cylinder
14 has a side feeder port 18 from which solid sub-material (plastic, organic filler, inorganic filler, glass fiber, etc.) are
supplied.

[0005] Figs. 16A to 16C show typical disk type kneading wing disks configuring the plasticization kneading portion
(the first kneading portion) 9 in Fig. 14, and the molten kneading dispersion portion (the second kneading portion) 12 in
Figs. 15A and 15B.

[0006] Fig. 16A shows a feeding wing (forward kneading: FK) functioning as forward kneading disks. Fig. 16B shows
a return wing (backward kneading: BK) functioning as backward kneading disks. Fig. 16C shows a neutral wing (cross
kneading: GK) functioning as cross kneading disks. With reference to each of the drawings, the left side is a side view
of the wing, and the right side is a cross section view of the wing indicated by the arrows A-A on the left side view.
[0007] The FKis a kneading wing configured by five pieces of disks B, each of which is arranged at a phase angle E
so that they are shifted in a position from one another in a flow direction of a plastic material H. The width of disk B is
0.1 to 0.9 times the diameter with respect to a cylinder inner wall F. Portions formed by flight vertexes of the disks B
with respect to the cylinder inner wall F are tip portions G.

[0008] The BK s a kneading wing configured by five pieces of disks B, each of which is arranged at a phase angle E
so that they are shifted in a position from one another in the backward direction opposite to the flow direction of the
plastic material H. The width of disk B is 0.1 to 0.9 times the diameter with respect to a cylinder inner wall F. Portions
formed by the flight vertexes of the disks B with respect to the cylinder inner wall F are tip portions G.

[0009] The CKis a kneading wing configured by five pieces of disks B, each of which is arranged at a phase angle E
so that they are shifted at 90 degrees in a position from one another. The width of disk B is 0.1 to 0.9 times the diameter
with respect to a cylinder inner wall F. Portions formed by flight vertexes of the disks B with respect to the cylinder inner
wall F are tip portions G.

[0010] For the other types of kneading wings, there is a backward flight, a seal ring, a rotor and a kneading wing that
flight tips are slanted at a helix angle 6 to a screw shaft direction, as disclosed in JP-A-2005-35212.

[0011] Next, an operation will be described below.

[0012] In Fig. 14, a solid plastic material supplied from the feed port 5 is transported to the plasticization kneading
portion 9 by the screws 2. The plasticization kneading portion 9 is configured by fitting together with the FK, BK and CK
as shown in Figs. 16A to 16C. The plasticization kneading portion 9 melts and kneads the solid plastic material within
a short period of time. The molten plastic materialatthe plasticization kneading portion 9 is transported to the discharge
port 7 while unnecessary volatile ingredients contained in the plastic material are removed through the first vent 6a of
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the molten material transporting portion 10. The molten plastic material is then discharged to an outside from the cylinder
1, with the material stranded in a shape from the discharge port 7. The molten plastic material discharged with the
stranded shape is cut to pieces by a cutter (not shown) to form a pellet form. The cutter is placed directly on an exit of
the discharge port 7 or on a position away from the exit. Unnecessary solid impurities contained in the molten plastic
material may also be filtered by a screen 19 installed at front of the discharge port 7.

[0013] In Figs. 15A and 15B, the solid plastic material supplied from the feed port 5 is transported to the plasticizing
kneading portion 9 by the screws 2. The plasticization kneading portion 9 is configured by fitting together with the FK,
BK and CK as shown in Figs. 16A to 16C. The plasticization kneading portion 9 melts and kneads the solid plastic
material within a short period of time. The molten plastic material in the plasticization kneading portion 9 is transported
to the second kneading portion 12 while unnecessary volatile ingredients contained in the plastic material are removed
through the first vent 6a of the first molten material transporting portion 10a. The side feeder 11 is installed at the first
molten material transporting portion 10a. The side feeder 11 supplies solid sub-material (plastic, organic filler, inorganic
filler, glass fiber, etc.) to the molten plastic material. The molten plastic material and solid sub-material are kneaded by
the second kneading portion 12. The second kneading portion 1.2 is similar to the first kneading portion 9, and configured
by the FK, BK and CK as shown in Figs. 16A to 16C. The second kneading portion 12 melts, kneads and disperses the
molten plastic material and solid sub-material within a short period of time. The molten, kneaded and dispersed compound
material is transported to the discharge port 7 while the unnecessary volatile ingredients contained in the plastic material
are removed through the second vent 6b of the second molten material transporting portion 10b, and discharged to the
outside from the cylinder 1, with the material stranded in a shape, through the discharge port 7. The molten plastic
material discharged with the stranded shape is then cut to pieces by a cutter (not shown) to form a pellet form. The cutter
is placed directly on an exit of the discharge port 7 or on a position away from the exit. Unnecessary solid impurities
contained in the molten plastic material may also be filtered by a screen 19 installed at front of the discharge port 7.
[0014] The plasticization kneading extruder for plastic material of related art has the structure as described above,
and carries out the kneading for plasticization of solid plastic material, the melting, kneading and dispersion of themol-
tenplasticmaterial and sub-material within a short period of time, and then discharges the material.

[0015] The plasticization kneading portion 9 is configured by fitting together with a feed wing, a return wing and a
neutral wing, in which the feed wing FK has a performance to transport the plastic material to the downstream of cylinder,
the return wing BK has a performance to return it to the upstream of cylinder, and the neutral wing has no performance
of transporting the material. These wings can be conformed to the property of plastic material and a demanded quality
for the plastic compound material to be obtained from the kneading. The plasticization kneading portion 9 has a function
of pushing the solid plastic material into a narrow clearance of the kneading wings, the clearance being formed between
the cylinder inner wall F and the kneading wings by rotating the screws 2, while the solid plastic material transported
from the solid transporting portion 8 is blocked to certain extent by the fitted together with kneading wings. The plastic
material is then transformed to a molten state from the solid by the shear stress or energy generated at the clearance.
[0016] The molten kneading dispersion portion 12 for dealing with the molten plastic material and sub-material has
also a function similar to that of the plasticization kneading portion 9. Thus, melting, kneading and dispersion are carried
out at the clearance formed between the cylinder inner wall F and the kneading wings.

[0017] In the case of the respective kneading wings of disk type of related art which has the plasticization kneading
portion 9 and molten kneading dispersion portion 12, in consideration of a piece of disk, this single disk has no performance
to transport the material to the forward or backward in the cylinder, so that the plastic material may flow with a dwelling
state caused by a pressure difference. For this reason, a great amount of the plastic material is blocked at the narrow
clearance formed between the cylinder inner wall F and kneading wings, particularly at the tip portion G. Moreover, a
local large force (inner pressure) is generated because the plastic material is pushed into the narrow clearance of the
kneading wings owing to the rotation of screws 2. Particularly, there has been a problem that the cylinder inner wall F
and/or the tip portion G is abraded away because the tip portion G of one kneading wing paired with the other tip portion
G where a pressure is generated at both the tip portions of kneading wing, is contacted with the cylinder inner wall F.
[0018] In the molten kneading dispersion portion 12, there has also been a problem that the filler is condensed or
clumped together, and the dispersion state of the filler becomes worse because of the force (inner pressure) generated
at the tip portion G by the cylinder inner wall F and the tip of the kneading wing.

[0019] The kneading wing having the performance of the forward or backward transportation include types of a back-
ward flight and a rotor. The backward transportation flight is a screw type kneading wing coupled with a flight having a
performance of the backward transportation. Thus, there is no clearance between the disks in the disk type kneading
wings of related art. The blocking performance against the solid plastic material is therefore high, and a relatively high
pressure is generated at the clearance formed between the cylinder inner wall F and the kneading wings, in comparison
with the disk type kneading wings of related art.

[0020] The rotor type is a screw type kneading wing coupled with a flight having a performance of the forward or
backward transportation. The forward transportation rotor has no clearance between the disks in the disk type kneading
wings of related art and has high performance of the forward transportation. Thus, the plastic material cannot be blocked
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by a single unit of the kneading wing. Because of this, in the case where the forward transportation rotor is incorporated
in the plasticization kneading portion 9, the forward transportation rotor must be fitted together with the kneading wings
having the blocking function. In this way, the forward transportation rotor can provide the shear stress or energy to the
plastic material in such a way that the plastic material is blocked by the kneading wings having the blocking function.
However, a great amount of the plastic material is pushed into the tip portions because the flights are coupled one
another. Thus, a local large force (inner pressure) is generated at the tip portions. The backward transportation rotor
has no clearance between the disks in the disk type kneading wings of related art and has high performance for the
backward transportation. Because of this, the backward transportation rotor has a similar function to the backward
transportation flight and generates a relatively high pressure in comparison with the disk type kneading wing of related art.

SUMMARY OF THE INVENTION

[0021] An object of the invention is to provide a plasticization kneading extruder for plastic material which can enhance
to reduce an inner pressure generated at the plasticization kneading portion and molten kneading dispersion portion
and reduce abrasion of the cylinder and screws, and enhance the dispersion of filler without producing a condensed
product caused by the kneading.

[0022] According to a first aspect of the invention, there is provided a kneading extruder plastic material comprising:
a cylinder capable of heating and cooling; and twin screws provided in the cylinder, the twin screws including in order
from an upstream side thereof: a solid transporting portion; a plasticization kneading portion; and a first molten material
transporting portion, wherein: the kneading extruder includes twist kneading disks having a length of more than 1.88
times a cylinder inner diameter D; the twist kneading disks comprise a plurality of disks, a width of each disk being 0.1
to 0.5 times the cylinder inner diameter D; a helix angle e between a vertex of one surface side of the disk and a vertex
of another surface side of the disk at a tip portion is in a range of 0°< 6 < 90° in a reverse rotating direction of the screws,
as viewed from a cross section of the disk having a normal line equivalent to a screw shaft in an end direction of the
screw shaft; and a phase angle E in correlation between the disks around the screw shaft is in a range of 0°< E < 90°,
wherein said kneading extruder further comprises cross kneading disks downstream of said twist kneading disks.
[0023] According to a second aspect of the invention, the cylinder includes in order from the upstream side thereof:
a feed port of material; a first vent; and a discharge port.

[0024] According to a third aspect of the invention, the twist kneading disks are incorporated in the plasticization
kneading portion.

[0025] According to a fourth aspect of the invention, the twin screws further includes in order from the upstream side
thereof: a molten kneading dispersion portion provided in a downstream of the first molten material transporting portion;
and a second molten material transporting portion.

[0026] According to a fifth aspect of the invention, between the first vent and the discharge port, the cylinder includes
in order from the upstream thereof: a side feeder; and a second vent.

[0027] According to a sixth aspect of the invention, the twist kneading disks are incorporated in at least one of the
plasticization kneading portion and the molten kneading dispersion portion.

[0028] According to a seventh aspect of the invention, the twist kneading disks are incorporated in the molten kneading
dispersion portion.

[0029] According to an eighth aspect of the invention, the twist kneading disks are incorporated in the plasticization
kneading portion.

[0030] According to a ninth aspect of the invention, the twist kneading disks are incorporated in the plasticization
kneading portion and the molten kneading dispersion portion.

[0031] According to an tenth aspect of the invention, the kneading extruder further comprising: forward kneading disks
interposed between the twist kneading disks and the cross kneading disks.

[0032] In the invention, the kneading extruder includes a cylinder 1 and twin screws 2. The cylinder 1 capable of
heating and cooling includes in order from the upstream side thereof a feed port 5 of material, a first vent 6a and a
discharge port 7. The twin screws 2 provided in the cylinder 1 include in order from an upstream side thereof a solid
transporting portion 8, a plasticization kneading portion 9 and a molten material transporting portion 10.

[0033] Incidentally, the cylinder 1 may include in order from the upstream side thereof a feed port 5 for material, a first
vent 6a, a side feeder 11, a second vent 6b and a discharge port 7. The twin screws 2 may include in order from the
upstream side thereof a solid transporting portion 8, a plasticization kneading portion 9, a first molten material transporting
portion 10a, a molten kneading dispersion portion 12, and a second molten material transporting portion 10b.

[0034] In the invention, the kneading disks (hereinafter, twist kneading disk: TKD) are arranged such that the width
of a piece of disk B is 0.1 to 0.5 times the cylinder inner diameter D; the helix angle 6 as an angle between a vertex of
the front surface side of the disk B and a vertex of the rear surface side of the disk B at the tip portion G is slanted at
the angle to a range of 0°< 6< 90° in the reverse rotating direction of the screws, as viewed from a cross section of the
disk having a normal line equivalent to the screw shaft in the end direction of the screw shaft; and the phase angle E of
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the respective disks is in a range of 0°< E < 90°, and the twist kneading disks are incorporated in the plasticization
kneading portion 9 and molten kneading dispersion portion 12 in the position at the length of more than 1.9 times the
cylinder inner diameter D. Accordingly, the inner pressure generated at the plasticization kneading portion 9 and the
molten kneading dispersion portion 12 can be reduced.

[0035] The TKD has a performance to transport the plastic material to the forward because the helix angle 6 as an
angle between a vertex of the front surface side of the disk B and a vertex of the rear surface side of the disk B at the
tip portion G is slanted to a range of 0°< 6< 90° in the reverse rotating direction of the screws, as viewed from cross
section of the disk having a normal line equivalent to the screw shaft in the end direction of the screw shaft. Accordingly,
unlike the related art that generates a local large force (inner pressure) at a piece of the disk on the kneading wings, the
local large force (inner pressure) is not generated. Therefore, appropriate amount of shear stress or energy can be given
to the solid plastic material.

[0036] The plastic material is melted at the molten kneading dispersion portion 12. Therefore, a case of generating a
local large force (inner pressure) at the tip portion of the disk is little. However, among the various fillers, there exists
filler having the property of condensed product caused by a pressure generated at the tip portion. Therefore, itis necessary
to reduce the generated pressure. By incorporating the TKD in a part of the molten kneading dispersion portion 12 of
such filler, the generated pressure can be reduced, and the condensed product due to the kneading is not produced.
[0037] As described above, according to the invention, the twist kneading disks having the foregoing predetermined
requirements are incorporated in the plasticization kneading portion in the position at the length of more than 1.9 times
the cylinder inner diameter. Therefore, the inner pressure generated at the plasticization kneading portion is reduced,
and the abrasion of the cylinder and screws can be reduced.

[0038] Further, according to the invention, the twist kneading disks having the foregoing predetermined requirements
are incorporated in the plasticization kneading portion in the position at the length of more than 1.9 times the cylinder
inner diameter. Therefore, the inner pressure generated at the plasticization kneading portion is reduced, and an energy
given to the solid plastic material is reduced, thus, it is possible to perform the extrusion in low temperature.

[0039] Sitill further, according to the invention, the twist kneading disks having the foregoing predetermined require-
ments are incorporated in the molten kneading dispersion portion in the position at the length of more than 1.9 times
the cylinder inner diameter. Therefore, the inner pressure generated at the molten kneading dispersion portion is reduced,
and the dispersion of filler can be enhanced without producing a condensed product from the filler.

BRIEF DESCRIPTION OF THE DRAWINGS

[0040]

Fig. 1 is a diagram showing installation positions of pressure indicators, as viewed from a cross section of the screw
in the screw shaft direction in the embodiment 1;

Fig. 2 is a diagram showing installation positions of pressure indicators in the screw shaft direction in the embodiment
1;

Fig. 3A is a side view showing the configuration of TKD (twist kneading disk), and Fig. 3B is a cross section view
of TKD indicated by the arrows A-A shown in Fig. 3A;

Fig. 4 is a schematic diagram showing the configuration of No. 1 screw in the plasticization kneading portion in the
embodiment 1;

Fig. 5 is a schematic diagram showing the configuration of No. 2 screw in the plasticization kneading portion in the
embodiment 1;

Fig. 6 is a schematic diagram showing the configuration of No. 3 screw in the plasticization kneading portion in the
embodiment 1;

Fig. 7 is a schematic diagram showing the configuration of Nv. 4 screw in the plasticization kneading portion in the
embodiment 2;

Fig. 8 is a schematic diagram showing the configuration of No. 5 screw in the plasticization kneading portion in the
embodiment 2;

Fig. 9 is a schematic diagram showing the configuration of No. 6 screw in the plasticization kneading portion in the
embodiment 2;

Fig. 10 is an experimental result in the embodiment 2, and a graph showing the comparisons of energy supplied to
a plastic material in the cases of FK and TKD.

Fig. 11 is an experimental result in the embodiment 2, and a graph showing the temperature comparisons of a
discharged resin in the cases of FK and TKD;

Fig. 12 is a schematic diagram showing the configuration of No. 7 screw in the plasticization kneading portion in the
embodiment 3;

Fig. 13 is a schematic diagram showing the configuration of No. 8 screw in the plasticization kneading portion in the
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embodiment 3;

Fig. 14 is a schematic diagram showing one example of the plasticization kneading extruder for plastic material of
related art;

Figs. 15A and 15B are schematic diagrams showing another example of the plasticization kneading extruder for
plastic material of related art; and

Figs. 16A to 16C are side views showing examples of the kneading wings and cross section views as viewed from
the kneading wings in the arrows A-A direction, in which Fig. 16A shows a feeding wing (forward kneading: FK),
Fig. 16B shows a return wing (backward kneading: BK), and Fig. 16C shows a neutral wing (cross kneading: CK).

DETAILED DESCRIPTION OF THE PREFERRED EMBODIMENTS

[0041] Hereinafter, the embodiments of the present invention will be described with reference to the drawings. A
schematically illustrated twin-screw extruder is the same as that described in the related art, therefore, the detailed
description of that is omitted.

[0042] The helix angle 6 of the tip portion G to be described in the following embodiments is an angle between a vertex
a of the front surface side of one disk and a vertex b of the rear surface side of that, when the TKD is viewed from an
end direction of the screw shaft. The helix angle is in a range of 0°< 6 < 90° in a reverse rotating direction of screws, as
viewed from a cross section indicated by the arrows A-A (cross section of the disk having a normal line equivalent to
the screw shaft) on the disk in the end direction of the screw shaft (referring to Fig. 3).

[0043] The phase angle E of each disk (B) on the TKD is a shift angle in correlation between the disks around the
screw shaft, which is in a range of 0°< E < 90°.

(Embodiment 1)

[0044] In the embodiment, a resin was kneaded under the following condition, and an inner pressure generated from
the kneading was measured.

Model: TEX650-28BW-V (The Japan Steel Works Ltd.: common direction engaged twin screw extruder: cylinder
inner diameter D = ¢69 mm)

Material: polycarbonate (powder form)

Operation condition: process quantity Q = 374 kg/h and screw revolution Ns = 252 rpm

Cylinder temperature setting for the plasticization kneading portion: 285 °C

Inner pressure measurement method:

[0045] Fig. 1 shows installation positions of pressure indicators in a cross section direction of the screw shaft. Fig. 2
shows installation positions of the pressure indicators in the screw shaft direction.

[0046] Pressure indicators 203 were installed at engaging portions of twin screws 202 provided in a cylinder 201. End
portions of pressure indicators 203 were inserted up to substantially the same place at the inner diameter of cylinder
201. Eleven units of the pressure indicators 203 were used and placed in a distance every W = 0.5D (D; cylinder inner
diameter) on the cylinder. The cylinder 201 was used with a hydraulic unit which is not shown in the drawing. Inner
pressure data was then obtained while the cylinder 201 is moved every about 0.05D in distance by a hydraulic cylinder
having about 0.5D stroke.

Screw configuration:

[0047] Fig. 3Ais a side view showing a TKD configuration of the embodiment. Fig. 3B is a section view of the TKD in
a direction of the arrows A-A (the disk having a normal line equivalent to the screw shaft, and the section view of TKD
which is viewed from the end direction of the screw shaft: hereinafter, as referred to the cross section A-A) shown in
Fig. 3A. The screw shaft is illustrated by a dotted line in Fig. 3A.

[0048] Figs. 4, 5 and 6 show configurations ofplasticization kneading portions for the screws used in the embodiment.
[0049] Fig. 4 is a side view of the screw using the kneading wing of related art. The screw shown in Fig. 4 is named
as a No. 1 screw.

[0050] Five sets of the FK are arranged such that the width of a piece of disk B is 0.19 times the cylinder inner diameter
D and a phase angle E of each disk B is shifted in a position at 45 degrees one another, and the five sets of FK are
incorporated in a position of the cylinder at the length of 3.77 times the cylinder inner diameter D (in a range | shown in
the drawing). Five sets of the CK are arranged such that the width of a piece of disk B is 0.09 times the cylinder inner
diameter D and the phase angle E of each disk B is shifted in a position at 90 degrees one another, and the five sets of
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CK are incorporated in a position of a downstream side of the FK at the length of 0.94 times the cylinder inner diameter
D (in a range Il shown in the drawing).

[0051] Fig. 5is a side view of the screw using the TKD shown in Fig. 3. The screw shown in Fig. 5 is named as a No.
2 screw.

[0052] Five sets of the TKD are arranged such that the width of a piece of disk B is 0.19 times the cylinder inner
diameter D; a helix angle 6 as an angle between a vertex a of a front surface side of the disk B and a vertex b of a rear
surface side of the disk B at a tip portion G of the disk B is slanted at about 11 degrees to a reverse rotating direction
of the screws, as viewed from the cross section A-A of disk B in the end direction of the screw shaft; and a phase angle
E of each disk B is shifted in a position at 45 degrees one another, and the five sets of TKD are incorporated in a position
of the cylinder at the length of about 1.88 or 1.9 times the cylinder inner diameter D (in a range IV shown in the drawing).
Five sets of the FK are arranged such that the width of a piece of disk B is 0.19 times the cylinder inner diameter D and
a phase angle E of each disk B is shifted in a position at 45 degrees one another, and the five sets of FK are incorporated
in a position of a downstream side of the TKD at the length of about 1.88 times the cylinder inner diameter D (in the
range | shown in the drawing). Further, five sets of the CK are arranged such that the width of a piece of disk B is 0.09
times the cylinder inner diameter and a phase angle E of each disk B is shifted in a position at 90 degrees one another,
and the five sets of CK are incorporated in a position of a downstream side of the FK at the length of 0.94 times the
cylinder inner diameter D (in the range Il shown in the drawing).

[0053] Fig. 6 is a side view of the screw using the TKD shown in Fig. 3. The screw shown in Fig. 6 is named as a No.
3 screw.

[0054] Five sets of the TKD are arranged such that the width of a piece of disk B is 0.19 times the cylinder inner
diameter D; a helix angle 6 as an angle between a vertex a of a front surface side of the disk B and a vertex b of a rear
surface side of the disk B at a tip portion G of the disk B is slanted at about 11 degrees to a reverse rotating direction
of the screws, as viewed from the cross section A-A of disk B in the end direction of the screw shaft; and a phase angle
E of each disk B is shifted in a position at 45 degrees one another, and the five sets of TKD are incorporated in a position
of the cylinder at the length of about 2.83 or 1.9 times the cylinder inner diameter D (in a range IV shown in the drawing).
Five sets of the FK are arranged such that the width of a piece of disk B is 0.19 times the cylinder inner diameter D and
a phase angle E of each disk B is shifted in a position at 45 degrees one another, and the five sets of FK are incorporated
in a position of a downstream side of the TKD at the length of about 0.94 times the cylinder inner diameter D (in the
range | shown in the drawing). Further, five sets of the CK are arranged such that the width of a piece of disk B is 0.09
times the cylinder inner diameter and a phase angle E of each disk B is shifted in a position at 90 degrees one another,
and the five sets of CK are incorporated in a position of a downstream side of FK at the length of 0.94 times the cylinder
inner diameter (in the range Ill shown in the drawing).

Measured results:

[0055] A value of the maximum inner pressure generated at the No. 1 screw shown in Fig. 4 is assumed as 100%.
Ratio to the maximum inner pressure values generated at the No. 2 and 3 screws shown in Figs. 5 and 6, and values
of the specific energy (energythat is suppliedto aplastic material per 1 kg by the extruder), were recorded as Table 1.

[Table 1]

Screw type | Incorporated length of TKD (L/D) | Ratio of maximum generated inner Specific energy (kWh/kg)
pressure value (%)

No. 1 0 100 0.171
No. 2 1.88 79 0.170
No. 3 2.83 71 0.166

[0056] According to Table 1, each of the maximum inner pressures of the No. 2 and No. 3 screws incorporating the
TKD in the plasticization kneading portion was dropped from that pressure generated at the No. 1 screw incorporating
the kneading wing of related art.

[0057] The No. 2 screw incorporates the TKD in a position of the screw at the length of about 1.88 times (or about 1.9
times) the cylinder inner diameter D. Accordingly, the maximum inner pressure was able to drop to 79% compared to
that of the No. 1 screw.

[0058] Incidentally, the specific energy given to the plastic material of No. 2 screw is substantially the same compared
with that of the No. 1 screw. Thus, the specific energy may not be reduced, even though the TKD is incorporated in the
position at the length less than 1.88 times the cylinder inner diameter D.
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[0059] The No . 3 cylinder incorporates the TKD in the position at the length of 2.83 times the cylinder inner diameter
D. Accordingly, the specific energy given to the plastic material of the No. 3 cylinder was more reduced to that of the
No. 1 cylinder. Moreover, the generated maximum inner pressure of No . 3 cylinder was also reduced to 71%.

[0060] From the result described above, the specific energy can be reduced to that equal to or less than the related
art in such a way that the TKD is incorporated in the position of the screw at the length of about 1.88 times or more of
the cylinder inner diameter D. Since the maximum inner pressure can be reduced to 79% or less, it is not necessary to
supply excessive energy to the plastic material. It is apparent that there is effect to reduce the abrasion of the cylinder
and screws.

(Embodiment 2)

[0061] In the embodiment, a resin was kneaded under the following condition, and the specific energy was obtained
(energy that is supplied to a plastic material per 1 kg by the extruder) in the kneading.

Model: TEX65a-35BW-V (The Japan Steel Works Ltd.: common direction engaged twin screw extruder: cylinder
inner diameter D = ¢69 mm)

Material: ABS (74 wt.%) + AS (26 wt.%) compound material

ABS: 10 mm X 2 mm in thickness, flake form

AS: pellet form

Operation condition: process quantity Q = 900 kg/h and screw revolution Ns = 390 rpm

Cylinder temperature setting for the plasticization kneading portion: 200 °C

Screw shape:

[0062] Figs. 7, 8 and 9 show configurations of the plasticization kneading portion of the screw used in the embodiment.
[0063] Fig. 7 is a side view of the screw using a kneading wing of related art. The screw shown in Fig. 7 is named as
a No. 4 screw.

[0064] Five sets of the FK are arranged such that the width of a piece of disk B is 0.3 times the cylinder inner diameter
D and a phase angle E of each disk B is shifted in a position at 45 degrees one another, and the five sets of FK are
incorporated in a position of the cylinder at the length of 12 times the cylinder inner diameter D (in a range | shown in
the drawing). Five sets of CK are arranged such that the width of a piece of disk B is 0.2 times the cylinder inner diameter
D and the phase angle E of each disk B is shifted in a position at 90 degrees one another, and the five sets of CK are
incorporated in a position of a downstream side of the FK at the length of 1.0 time the cylinder inner diameter D (in a
range lll shown in the drawing) . Further, Five sets of the BK are arranged such that the width of a piece of disk B is 0.2
times the cylinder inner diameter D and a phase angle E of each disk B is shifted in a position at 45 degrees one another,
and the five sets of BK are incorporated in a position of a downstream side of the CK at the length of 1.0 time the cylinder
inner diameter D (in a range Il shown in the drawing). Five sets of the BK are arranged such that the width of a piece of
disk B is 0.1 time the cylinder inner diameter D and the phase angle E of each disk B is shifted in a position at -45
degrees one another, and the five sets of BK are incorporated in a position of a downstream side of BK at the length of
1.5 times the cylinder inner diameter D (in a range 1I-2 shown in the drawing).

[0065] Fig. 8 is a side view of the screw using the TKD shown in Fig. 3. The screw shown in Fig. 8 is named as a No.
5 screw.

[0066] Five sets of the TKD are arranged such that the width of a piece of disk B is 0.3 times the cylinder inner diameter
D; a helix angle 6 as an angle between a vertex a of a front surface side of the disk B and a vertex b of a rear surface
side of the disk B at a tip portion G of the disk B is slanted at about 17 degrees to a reverse rotating direction of the
screws, as viewed from the cross section A-A of disk B in the end direction of the screw shaft; and a phase angle E of
each disk B is shifted in a position at 45 degrees one another, and the five sets of TKD are incorporated in a position of
the cylinder at length of about 12 times the cylinder inner diameter D (in a range IV shown in the drawing). Five sets of
the CK are arranged such that the width of a piece of disk B is 0.2 times the cylinder inner diameter D and a phase angle
E of each disk B is shifted in a position at 90 degrees one another, and the five sets of CK are incorporated in a position
of a downstream side of TKD at the length of about 1.0 time the cylinder inner diameter D (in the range Il shown in the
drawing). Further, five sets of the BK are arranged such that the width of a piece of disk B is 0.2 times the cylinder inner
diameter D and a phase angle E of each disk B is shifted in a position at -45 degrees one another, and the five sets of
BK are incorporated in a position of a downstream side of the CK at the length of 1.0 time the cylinder inner diameter D
(in the range Il shown in the drawing). Five sets of the BK are also arranged such that the width of a piece of disk B is
0.1 time the cylinder inner diameter D and a phase angle E of each disk B is shifted in a position at -45 degrees one
another, and the five sets of BK are incorporated in a position of a downstream side of BK at the length of 1.5 times the
cylinder inner diameter D (in the range 1I-2 shown in the drawing).
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[0067] Fig. 9 is a side view of the screw using the TKD shown in Fig. 3. The screw shown in Fig. 9 is named as a No.
6 screw.

[0068] Foursets ofthe TKD are arranged such that the width of a piece of disk B is 0.5 times the cylinder inner diameter
D; a helix angle 6 as an angle between a vertex a of a front surface side of the disk B and a vertex b of a rear surface
side of the disk B at a tip portion G of the disk B is slanted at about 30 degrees to a reverse rotating direction of the
screw, as viewed from the cross section A-A of disk B in the end direction of the screw shaft; and a phase angle E of
each disk B is shifted in a position at 45 degrees one another, and the four sets of TKD are incorporated in a position
of the cylinder at the length of about 12 times the cylinder inner diameter D (in a range IV shown in the drawing). Five
sets of the CK are arranged such that the width of a piece of disk B is 0.2 times the cylinder inner diameter D and a
phase angle E of each disk B is shifted in a position at 90 degrees one another, and the five sets of CK are incorporated
in a position of a downstream side of the TKD at the length of about 1.0 time the cylinder inner diameter D (in the range
[ll shown in the drawing). Further, five sets of the BK are arranged such that the width of a piece of disk B is 0.2 times
the cylinder inner diameter D and a phase angle E of each disk B is shifted in a position at -45 degrees one another,
and the five set of BK are incorporated in a position of a downstream side of the CK at length of 1.0 time the cylinder
inner diameter D (in the range Il shown in the drawing). Five sets of the BK are also arranged such that the width of a
piece of disk B is 0.1 time the cylinder inner diameter D and a phase angle E of each disk B is shifted in a position at
-45 degrees one another, and the five sets of the BK are incorporated in a position of a downstream side of the BK at
the length of 1.5 times the cylinder inner diameter D (in the range [I-2 shown in the drawing).

Results:

[0069] Fig. 10 shows a graph which compared the specific energies (energy that is supplied to a plastic material per
1 kg by the extruder) in the cases where the respective plasticization kneading portions are incorporated in the screws,
respectively. Fig. 11 shows a graph which compared the resin temperatures of molten plastic discharged from the
extruder in the cases where the respective plasticization kneading portions are incorporated in the screws, respectively.
[0070] As shown in Fig. 10, in the case where the TKD in which the width of a piece of disk B is 0.3 times the cylinder
inner diameter D is incorporated in the plasticization kneading portion at the length of 12 times the cylinder inner diameter
D (No. 5 screw), the specific energy was able to drop to 0.014 kwh/kg compared with that generated from the screw
configuration (No. 4 screw) incorporating the kneading wing of related art. In the case where the TKD in which the width
of a piece of disk B is 0.5 times the cylinder inner diameter D is incorporated in the plasticization kneading portion at the
length of 12 times the cylinder inner diameter D (No. 6 screw), the specific energy was able to drop to 0.029 kWh/kg
compared with that generated from the screw configuration (No. 4 screw) incorporating the kneading wing of related art.
[0071] As shownin Fig. 11, in the case where the TKD in which the width of a piece of disk B is 0.3 times the cylinder
inner diameter D is incorporated in the plasticization kneading portion at the length of 12 times the cylinder inner diameter
D (No. 5 screw), the resin temperature was able to drop to 11°C compared with that of the molten plastic which was
melted and discharged from the screw configuration (No. 4 screw) incorporating the kneading wing of related art. In the
case where the TKD in which the width of a piece of disk B is 0.5 times the cylinder inner diameter D is incorporated in
the plasticization kneading portion at the length of 12 times the cylinder inner diameter D (No. 6 screw), the resin
temperature was able to drop to 19 °C compared with that of the molten plastic which was melted and discharged from
the screw configuration (No. 4 screw) incorporating the kneading wing of related art.

(Embodiment 3)

[0072] Inthe embodiment, a resin was kneaded under the following condition, and the dispersion property of titanium
oxide was studied in the kneading.

Model: TEX94 40-42BW-2V (The Japan Steel Works Ltd.: common direction engaged twin screw extruder: cylinder
inner diameter D = 47 mm), which is substantially the same structure as that of the plasticization kneading extruder
shown in Figs. 15A and 15B.

material: LDPE (40 wt.%) + titanium oxide (60 wt.%) compound material

LDPE: pellet form

Titanium oxide: powder form (Titanium oxide was supplied to the molten material transporting portion from the side
feeder after LDPE was melted.)

operation condition: process quantity Q = 200 kg/h and screw revolution Ns = 300 rpm

Cylinder temperature setting for the molten kneading dispersion portion (second kneading portion): 100 °C
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Screw configuration:

[0073] Fig. 12 and Fig. 13 show the screw configuration of the molten kneading dispersion portion (second kneading
portion: the kneading portion after the filler is supplied from the side feeder).

[0074] Fig. 12 s a side view of the screw using the kneading wing of related art. The screw shown in Fig. 12 is named
as a No. 7 screw.

[0075] Five sets of the FK are arranged such that the width of a piece of disk B is 0.1 time the cylinder inner diameter
D and a phase angle E of each disk B is shifted in a position at 45 degrees one another, and the five sets of FK are
incorporated in a position of the cylinder at the length of 4 times the cylinder inner diameter D (in a range | shown in the
drawing). Five sets of CK are arranged such that the width of a piece of disk B is 0.1 time the cylinder inner diameter D
and the phase angle E of each disk B is shifted in a position at 90 degrees one another, and the five sets of CK are
incorporated in a position of a downstream side of FK at the length of 0.5 times the cylinder inner diameter D (in a range
[Il shown in the drawing).

[0076] Fig. 13 is a side view of the screw using the TKD as shown in Fig. 3. The screw shown in Fig. 13 is named as
a No. 9 screw.

[0077] Five sets of the TKD are arranged such that the width of a piece of disk B is about 0.1 time the cylinder inner
diameter D; a helix angle 6 as an angle between a vertex a of a front surface side of the disk B and a vertex b of a rear
surface side of the disk B at a tip portion G of the disk B is slanted at about 5 degrees to a reverse rotating direction of
the screws, as viewed from the cross section A-A of each disk B in the end direction of the screw shaft; and a phase
angle E of each disk B is shifted in a position at 45 degrees one another, and the five sets of TKD are incorporated in
a position of the cylinder at the length of about 4 times the cylinder inner diameter D (in a range IV shown in the drawing) .
Five sets of the CK are arranged such that the width of a piece of disk B is 0.1 time the cylinder inner diameter D and
a phase angle E of each disk B is shifted in a position at 90 degrees one another, and the five sets of CK are incorporated
in a position of a downstream side of TKD at the length of 0.5 times the cylinder inner diameter D (in the range Ill shown
in the drawing).

Results:
[0078] The dispersion state of titanium oxide was recorded as Table 2. Table 2 shows experimental results in which

the comparison of condensed product and dispersion of titanium oxide are indicated in the cases of the screw configuration
(No. 7 screw) using the FK and the screw configuration (No. 8 screw) using the TKD.

[Table 2]
Screw type | Condensed product of titanium oxide | Dispersion of titanium oxide
No. 7 a little A
No. 8 none o

[0079] The No. 8 screw incorporating the TKD in the plasticization kneading portion at the length of 4 times the cylinder
inner diameter D can reduce the condensed product of titanium oxide compared with the No. 7 screw incorporating the
kneading wing of related art, and the dispersion of titanium oxide can be enhanced.

[0080] The present invention has been described in detail in connection with the specific mode of embodiment. It is,
however, apparent to those skilled in the art that various modifications or corrections could be made without departing
from the scope of the invention.

[0081] For example, the length of the twist kneading disks can be freely set as long as being incorporatable in the
cylinder. The length of the twist kneading disks may be set equal or less than the length of the cylinder, and preferably,
equal or less than 12 times the cylinder inner diameter D in the plasticization kneading portion or the molten kneading
dispersion portion of the cylinder.

Claims
1. A kneading extruder comprising:

a cylinder (1) capable of heating and cooling; and twin screws (2) provided in the cylinder (1), the twin screws
(2) including in order from an upstream side thereof:

10
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a solid transporting portion (8);
a plasticization kneading portion (9); and
a first molten material transporting portion (10a),

wherein:

the kneading extruder includes twist kneading disks having a length of more than 1.88 times a cylinder
inner diameter;

the twist kneading disks comprise a plurality of disks (B), a width of each disk (B) being 0.1 to 0.5 times the
cylinder inner diameter;

a helix angle © between a vertex of one surface side of the disk (B) and a vertex of another surface side
of the disk at a tip portion (G) is in a range of 0° < 8 < 90° in a reverse rotating direction of the screws (2),
as viewed from a cross section of the disk having a normal line equivalent to a screw shaft in an end direction
of the screw shaft; and

a phase angle E in correlation between the disks around the screw shaft is in a range of 0° < E < 90°,
characterized in that;

said kneading extruder further comprises cross kneading disks downstream of said twist kneading disks.

The kneading extruder according to claim 1, wherein the cylinder (1) includes in order from the upstream side thereof:

a feed port (5) of material;
a first vent (6a);
and a discharge port (7).

The kneading extruder according to claim 1, wherein the twist kneading disks are incorporated in the plasticization
kneading portion.

The plasticization kneading extruder according to claim 1,
wherein the twin screws (2) further includes in order from the upstream side thereof:

a molten kneading dispersion portion (12) provided in a downstream of the first molten material transporting
portion (10a); and
a second molten material transporting portion (10b).

The kneading extruder according to claim 2, wherein, between the first vent (6a) and the discharge port (7), the
cylinder (1) includes in order from the upstream thereof:

a side feeder (11); and
a second vent (6b).

The kneading extruder according to claim 4, wherein the twist kneading disks are incorporated in at least one of the
plasticization kneading portion and the molten kneading dispersion portion (12).

The kneading extruder according to claim 6, wherein the twist kneading disks are incorporated in the molten kneading
dispersion portion.

The kneading extruder according to claim 6, wherein the twist kneading disks are incorporated in the plasticization
kneading portion.

The kneading extruder according to claim 6, wherein the twist kneading disks are incorporated in the plasticization
kneading portion and the molten kneading dispersion portion.

10. The kneading extruder according to claim 1, further comprising:

forward kneading disks interposed between the twist kneading disks and the cross kneading disks.

11
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einen Zylinder (1) geeignet zum Heizen und Kihlen; und eine Doppelschnecke (2), welche in dem Zylinder (1)
vorgesehen ist, die Doppelschnecke (2) beinhaltet von einer stromaufwartigen Seite der Reihe nach:

einen Festkorper transportierenden Abschnitt (8);
einen Plastifizierungsknetabschnitt (9); und
einen ersten Schmelzmaterial transportierenden Abschnitt (10a),

wobei:

der Knetextruder, Drehknetscheiben mit einer Lange von mehr als dem 1,88-fachen eines Zylinderinnen-
durchmessers beinhaltet;

die Drehknetscheiben umfassen eine Vielzahl an Scheiben (B), mit einer Breite einer jeden Scheibe (B)
des 0,1 bis 0,5-fachen des Zylinderinnendurchmessers;

wobei ein Steigungswinkel ©® zwischen einem Scheitelpunkt auf einer Seitenflache der Scheibe (B) und
einem Scheitelpunkt auf einer anderen Seitenflache des Spitzenabschnitts (G), in einem Bereich von 0° <
©<90°in einer Rickwartsdrehrichtung der Schnecken (2) liegt, gesehen von einem Querschnitt der Scheibe
mit einer Normalen, die der Schneckenwelle entspricht, in einer endwartigen Richtung der Schneckenwelle;
und

wobei ein Phasenwinkel E in Beziehung zwischen den Scheiben um die Schneckenwelle in dem Bereich
0° < E < 90° liegt,

dadurch gekennzeichnet, dass

der Knetextruder ferner Kreuzknetscheiben beinhaltet, die stromabwarts zu den Drehknetscheiben vorge-
sehen sind.

Der Knetextruder nach Anspruch 1,
wobei der Zylinder (1) von der stromaufwartigen Seite der Reihe nach beinhaltet:

eine Zufuhroffnung (5);
eine erste Entgasungsoffnung (6a); und
einen Abgabedffnung (7).

Der Knetextruder nach Anspruch 1, wobei die Drehknetscheiben in dem Plastifizierungsknetabschnitt integriert sind.

Der Knetextruder nach Anspruch 1, wobei die Doppelschnecke (2) von der stromaufwartigen Seite der Reihe nach
ferner beinhaltet:

ein Schmelzknetdispersionsabschnitt (12), welcher stromabwarts zu dem ersten Schmelzmaterial transportie-
renden Abschnitt (10a) vorgesehen ist; und

einen zweiten Schmelzmaterial transportierenden Abschnitt (10b).

Der Knetextruder nach Anspruch 2, wobei zwischen der Entgasungséffnung (6a) und der Abgabedffnung (7) der
Zylinder (1) von der stromaufwartigen Seite der Reihe nach beinhaltet:

eine Seiteneinspeisung (11); und
eine zweite Entgasungsoéffnung (6b).

Der Knetextruder nach Anspruch 4, wobei die Drehknetscheiben in wenigstens einem Plastifizierungsknetabschnitt
und dem Schmelzknetdispersionsabschnitt (12) integriert sind.

Der Knetextruder nach Anspruch 6, wobei die Drehknetscheiben in dem Schmelzknetdispersionsabschnitt integriert
sind.

Der Knetextruder nach Anspruch 6, wobei die Drehknetscheiben in dem Plastifizierungsknetabschnitt integriert sind.

12
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9. Der Knetextruder nach Anspruch 6, wobei die Drehknetscheiben in dem Plastifzierungsknetabschnitt und dem

Schmelzknetdispersionsabschnitt integriert sind.

10. Der Knetextruder nach Anspruch 1, ferner beinhaltend:

vorwarts knetende Scheiben, die zwischen den Drehknetscheiben und den Kreuzknetscheiben zwischenge-
schaltet sind.

Revendications

1.

Extrudeuse-malaxeuse comprenant :

un cylindre (1) capable de chauffer et de refroidir ; et des vis jumelées (2) prévues dans le cylindre (1), les vis
jumelées (2) incluant dans I'ordre, depuis leur c6té amont :

une portion de transport pleine (8);
une portion malaxeuse de plastification (9) ; et
une premiére portion de transport de matériau en fusion (10a),

dans laquelle

I'extrudeuse-malaxeuse inclut des disques de malaxage torsadés ayant une longueur supérieure a 1,88
fois le diameétre intérieur du cylindre ;

les disques de malaxage torsadés comprennent une pluralité de disques (B), une largeur de chaque disque
(B) étant de 0,1 a 0,5 fois le diametre intérieur du cylindre ;

un angle hélicoidal 6 entre un sommet d’'un c6té de surface du disque (B) et un sommet d’'un autre coté de
surface du disque au niveau d’une portion d’'embout (G) est dans une plage de 0° < 6 < 90° dans une
direction de rotation inverse des vis (2), tel que vu depuis une section transversale du disque ayant une
ligne normale équivalente a une tige de vis dans une direction vers I'extrémité de la tige de vis ; et
unangle de phase E en corrélation entre les disques autour de la tige de vis estdans une plage de 0° <E <90°,
caractérisée en ce que :

ladite extrudeuse-malaxeuse comprend en outre des disques de malaxage croisés en aval desdits disques
de malaxage torsadés.

Extrudeuse-malaxeuse selon la revendication 1, dans laquelle le cylindre (1) inclut dans I'ordre, depuis son cété
amont :

un orifice d’alimentation (5) de matériau ;
un premier évent (6a) ;
et un orifice de décharge (7).

Extrudeuse-malaxeuse selon la revendication 1, dans laquelle les disques de malaxage torsadés sont incorporés
dans la portion de malaxage de plastification.

Extrudeuse-malaxeuse selon la revendication 1,
dans laquelle les vis jumelées (2) incluent en outre dans I'ordre, depuis leur c6té amont :

une portion de dispersion de malaxage en fusion (12) prévue en aval de la premiére portion de transport de
matériau en fusion (10a) ; et

une seconde portion de transport de matériau en fusion (10b).

Extrudeuse-malaxeuse selon la revendication 2, dans laquelle, entre le premier évent (6a) et 'orifice de décharge
(7), le cylindre (1) inclut dans I'ordre, depuis sa partie amont :

un moyen d’alimentation latérale (11) ; et
un second évent (6b).

13
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6. Extrudeuse-malaxeuse selon la revendication 4, dans laquelle les disques de malaxage torsadés sont incorporés
dans au moins une portion parmi la portion de malaxage de plastification et la portion de dispersion de malaxage
en fusion (12).

7. Extrudeuse-malaxeuse selon la revendication 6, dans laquelle les disques de malaxage torsadés sont incorporés
dans la portion de dispersion de malaxage en fusion.

8. Extrudeuse-malaxeuse selon la revendication 6, dans laquelle les disques de malaxage torsadés sont incorporés
dans la portion de malaxage de plastification.

9. Extrudeuse-malaxeuse selon la revendication 6, dans laquelle les disques de malaxage torsadés sont incorporés

dans la région de malaxage de plastification et dans la portion de dispersion de malaxage en fusion.
10. Extrudeuse-malaxeuse selon la revendication 1, comprenant en outre :

des disques de malaxage antérieurs interposés entre les disques de malaxage torsadés et les disques de
malaxage croisés.

14
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